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(57) ABSTRACT

In a nuclear reactor core, each of a plurality of pressure tubes
contains fuel elements spaced apart to permit coolant to flow
through spaces between adjacent fuel elements. Each fuel
element comprises fuel pellets in cladding, e.g., sapphire,
having a melting temperature of atleast 1900° C. and does not
form significant hydrogen if exposed to high temperature
steam. Each pressure tube has an internal insulator sleeve,
e.g., fused silica, that has relatively low thermal conductivity
over a range of normal operating temperatures and relatively
high thermal radiation transmission at temperatures higher
than said normal operating temperature range. When coolant
is absent from said spaces, the insulator sleeve transmits to the
pressure tube at least about 10%, but preferably more than
about 40% of thermal radiation from the fuel for conduction
through the pressure tube to the moderator and fuel tempera-
ture remains within safe limits after the reactor is shut down.
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1
NUCLEAR REACTOR CORES COMPRISING
A PLURALITY OF FUEL ELEMENTS, AND
FUEL ELEMENTS FOR USE THEREIN

CROSS-REFERENCE TO RELATED
APPLICATIONS

This application is related to application Ser. No. 13/830,
151 filed concurrently herewith, the entire contents of which
are incorporated herein by reference.

TECHNICAL FIELD

This invention relates to nuclear reactor cores comprising a
plurality of fuel elements and to fuel elements for use therein,
and is applicable to nuclear reactors of the kind having pres-
sure tubes and/or pressure vessels.

BACKGROUND ART

Conventionally, nuclear reactors comprise pressure tubes
or pressure vessels, though nuclear reactors that have both
pressure tubes and a pressure vessel have been disclosed. The
present invention is especially applicable to those having
pressure tubes.

At present, nuclear power plant safety is of particular con-
cern in the aftermath of the Fukishama accident in Japan in
2011 and others in which the fuel becomes exposed after the
reactor has shut down. Some proposals for improving safety
have focused upon prolonging the time to catastrophic failure
in a severe accident in which decay heat may cause either or
both of fuel cladding failure and hydrogen production. One
option is to provide passive decay heat removal following a
severe accident but this requires the fuel cladding to be
capable of retaining the fuel fission products while the decay
heat is transferred from the fuel, predominantly by thermal
radiation.

Although improving safety is of paramount importance, it
is desirable to do so without reducing efficiency. In fact, there
is an ongoing desire to improve the efficiency of nuclear
reactor power plants without prejudice to their safety.
Improved efficiency can be obtained by increasing operating
temperatures. To this end, it has been proposed to build
nuclear power reactors employing supercritical water which
requires much higher operating pressures than the current art
PWR, BWR and PHWR. A fuel must be capable of operating
at the temperature and pressure of supercritical water, and
withstanding the corrosive environment of irradiated super-
critical water and radiation damage. The fuel sheath or clad-
ding must also have acceptably low neutron absorption to
function economically while desirably providing for passive
decay heat removal following a severe accident in which the
fuel becomes exposed after the reactor has shut down.

In this industry, a variety of terms are used for the pressure
barrier between the fuel and the reactor coolant. For conve-
nience, in the context of this specification, the term “clad-
ding” will be used for such pressure barrier, whether in a
pressure-tube or pressure-vessel type of reactor.

Also, the term “fuel elements” will be used to embrace both
the fuel elements of a pressure-tube type of reactor and the
fuel rods of a pressure-vessel type of reactor.

The term “fuel assembly” refers to a plurality of fuel ele-
ments which are held together in parallel. In the case of a
PHWR, this fuel assembly usually is called a “fuel bundle”.

Moreover, the term “inert” material will be used to mean
that the material does not generate significant hydrogen in the
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2

presence of steam or corrode significantly in the presence of
irradiated reactor coolant water.

It is known to use supercritical water systems in fossil fuel
power stations. However, the technologies, particularly mate-
rials, used in supercritical fossil fuel stations cannot neces-
sarily be used in supercritical nuclear reactor stations where
low neutron absorption and corrosion resistance at supercriti-
cal temperatures and radiation levels are particularly impor-
tant. This is especially so for the fuels and the fuel assemblies
containing them.

It is known, for example, to use stainless steel to clad fuel
for a higher temperature operation. It is unlikely that, in
severe accident conditions, this fuel cladding would have
been capable of retaining fission products while passively
transferring decay heat in a PHWR, PWR or BWR.

Other steels, nickel and titanium-based alloys that have
been studied for supercritical water reactor use also have
relatively high neutron absorption and entail the use of
enriched uranium. They would not be entirely suitable for use
in applying similar reactor physics when refitting an existing
reactor, for example a PHWR.

Current pressure tube type heavy water reactors use a natu-
ral enrichment uranium dioxide fuel in a fuel bundle located
inside a zirconium alloy pressure tube. The fuel bundle typi-
cally comprises 28, 37 or 43 fuel elements. Heavy water
coolant inside the pressure tube surrounds the fuel bundles.

The fuel elements are held in a bundle configuration by
welding to end plates. Zircalloy bearing pads are located on
the outer ring of elements. Spacers are located on the faces of
the elements that are adjacent to neighbouring elements i.e.,
that are juxtaposed when the fuel elements are assembled into
a bundle.

Typically, each fuel element comprises a plurality of cylin-
drical uranium dioxide fuel pellets inside a tubular zircalloy
fuel cladding capped at the ends with zircalloy end caps
welded to the cladding. Some fuel elements may have a layer
of a graphite-based mixture between the fuel elements and
fuel cladding.

The fuel operates by producing heat and neutrons from the
fission of uranium in the fuel pellets. The rate of heat release
is controlled by reactivity mechanisms that control the popu-
lation of neutrons in the reactor core at any given time. The
heat produced in the fuel element is conducted outward to the
outer surface of the fuel element where it crosses a small gap
or contact area to the inside surface of the fuel cladding. The
heat is conducted through the wall of the fuel cladding and
convected away into the coolant, which conveys it away as
“useful” heat. Atleast some of the remaining “waste” heat not
conveyed away by the coolant passes through the pressure
tubs and/or surrounding calandria tube, as the case may be.

When the reactor is shut down, a lower rate of fuel heating
continues to be present from the decay of fission products.
This heat must be removed to prevent the fuel from heating up
to a high temperature at which the fuel cladding will fail and,
ultimately, the fuel may melt. To remove this heat, the coolant
is kept flowing at all times, which typically requires the con-
tinued availability of electric power and a pump that is always
operational. If the coolant flow ceases or reduces unaccept-
ably, (known as loss-of-flow accident (LOFA)) or the coolant
inventory is lost (known as loss-of-coolant accident
(LOCA)), the fuel will heat up and eventually release hazard-
ous fission products. More particularly, in the event of a
cladding failure, hazardous gaseous radioactive fission prod-
ucts are promptly released to the coolant. When zirconium, in
particular, gets hot in the presence of steam, it forms hydrogen
gas which can cause explosions.
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While known fuels may function satisfactorily at the cur-
rent sub-critical pressures and temperatures, their cladding
lacks the strength and corrosion resistance to operate satis-
factorily at higher temperatures and pressures and especially
at the much higher supercritical pressure and temperatures
that allow increased power output and thermal efficiency. In
severe accident conditions, the cladding could heat up, oxi-
dize (producing hydrogen) and melt before one can get the
decay heat out of the fuel channel.

This problem is exacerbated by insulating the pressure tube
to ameliorate heat loss. For example, it is known to insulate
the pressure tube by providing a surrounding tube around the
pressure tube, known by those skilled this art as a “calandria
tube”, and filling an annular cavity between these tubes with
an insulating gas.

It has been proposed, in a paper by Yetizir, M., W. Diamond
et al., “Conceptual Mechanical Design for a Pressure-Tube
Type Supercritical Water Cooled Reactor”, The 5th Interna-
tional Symposium on SCWR, Vancouver, Canada, Mar.
13-16, 2011), and a document referenced therein, to use a
solid insulator within the pressure tube. Yetizir et al. use a
zirconium alloy, specifically identified by Yetizir et al. as
“Excel”, with low neutron cross-section for the pressure tube
and line the pressure tube with a porous ceramic insulator
itself lined with stainless steel. With this arrangement, the
exterior surface of the pressure tube is in contact with the
coolant moderator and its interior surface is insulated from
the fuel and coolant by the stainless steel lined ceramic insu-
lator. The stainless steel lined ceramic insulator is yttrium-
stabilized zirconia (YSZ) which has low neutron absorption
properties and good, if not excellent, thermal resistance. As a
result, the pressure tube tends to remain at the temperature of
the coolant and is less likely to rupture. Nevertheless, neither
of these insulated-pressure tube arrangements is entirely sat-
isfactory, since decay heat will cause the fuel to heat-up to
very high temperatures because of the thermal insulating
effect of the stainless steel lined insulator or the insulating gas
in the annular cavity. Under severe accident conditions, the
temperature will become high enough to cause the conven-
tional fuel cladding to oxidize and eventually melt, leading to
hydrogen production and release of fission products. Similar
considerations apply to fuel cladding in pressure vessel reac-
tors under severe accident conditions.

SUMMARY OF INVENTION

The present inventor sought to at least mitigate limitations
of these known fuel elements, and nuclear reactors cores
employing them, or at least provide an alternative.

According to a first aspect of the invention, there is pro-
vided a nuclear reactor core of the pressure tube kind in which
aplurality of pressure tubes extend through a tank containing,
in normal use, heavy water moderator, each of said plurality
of pressure tubes containing:

a plurality of fuel elements held together in spaced rela-
tionship so as to permit the flow of coolant through spaces
between adjacent fuel elements during normal operation,

each of said fuel elements comprising a plurality of fuel

pellets in a cladding;

each of said plurality of pressure tubes having a protective

insulator sleeve on or adjacent an inner surface of the
pressure tube,
the cladding comprising a material that has a melting tem-
perature of at least 1900° C. and does not form significant
amounts of hydrogen if exposed to high temperature steam;
and the insulator sleeve comprising a material that has a
relatively low thermal conductivity over a range of tempera-
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tures encountered during normal operation and relatively
high thermal radiation transmission at temperatures in excess
of said normal operating temperature range, such that, when
coolant is absent from said spaces, the insulator sleeve trans-
mits to the pressure tube at least about 10%, but preferably
greater than about 40% of the net thermal radiation from the
fuel assembly for conduction through the pressure tube to the
moderator and the fuel temperature remains within safe limits
after the reactor is shut down.

This arrangement takes advantage of the fact that, when
coolant is present and at normal operating temperatures, heat
transfer from the fuel bundle is primarily by convection but,
when coolant is absent and the fuel overheats, heat transfer
from the fuel bundle is primarily by thermal radiation. This
thermal radiation may have wavelength and intensity in a
range consistent with exposure of the nuclear core to tem-
peratures encountered during severe accident conditions.

The transfer of heat from the fuel to the pressure tube
involves a combination of spectrally dependent absorption,
reflectivity and emissivity of the cladding and insulator
sleeve, matched to temperatures and emissivity characteris-
tics of the fuel pellets, cladding and pressure tube.

The “normal operating temperature” will differ from one
reactor type to another and will depend upon reactor type and
the materials used. For water-cooled reactors, including those
cooled by supercritical water, the normal operating tempera-
ture of the coolant and outer surface of the fuel itself may
range from as low as 25° C. to as much as 1000° C.

A nuclear reactor core of the first aspect may be used with
fuel elements that are not clad with the aforesaid material that
has “a melting temperature of at least 1900° C. and does not
form significant amounts of hydrogen if exposed to high
temperature steam”.

Hence, according to a second aspect of the present inven-
tion, there is provided a nuclear reactor core in which a
plurality of pressure tubes extend through a tank containing,
in normal use, heavy water moderator, each of said plurality
of pressure tubes containing:

a plurality of fuel elements held together in spaced rela-
tionship so as to permit the flow of coolant through spaces
between adjacent fuel elements during normal operation,

each of'said plurality of pressure tubes having a protective
insulator sleeve on or adjacent an inner surface of the pressure
tube, the insulator sleeve comprising a material that has a
relatively low thermal conductivity over a range of tempera-
tures encountered during normal operation and relatively
high thermal radiation transmission at temperatures in excess
of said normal operating temperature range, such that, when
coolant is absent from said spaces, the insulator sleeve trans-
mits to the pressure tube at least about 10%, but preferably
greater than about 40%, of net thermal radiation from the fuel
assembly for conduction through the pressure tube to the
moderator and the fuel temperature remains within safe limits
after the reactor is shut down.

In embodiments of either of the first and second aspects of
the invention, a suitable material for the sleeve of insulator
material may provide:

a) transmission of thermal radiation of about 10%-90%,
but preferably more than about 40%, of the net heat energy
released from the fuel assembly at temperatures in excess of
about 1000° C.;

b) low thermal conductivity (e.g., less than about 2 W/mK);

¢) low neutron absorption (comparable to or better than
existing fuel channel components).

One suitable such insulator sleeve material is fused silica.

The interior of the insulator sleeve must tolerate sliding of
the fuel bundle and exposure to the corrosive high tempera-
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ture irradiated coolant flowing through the fuel bundle, when
in use. Accordingly, for better mechanical and chemical per-
formance, for example abrasion resistance and corrosion
resistance, an interior surface of the insulating sleeve may
have a lining or coating of a mechanically durable inert mate-
rial with good thermal radiation transmission, such as sap-
phire.

Thus, a plurality of support tabs may be secured to the outer
ring of fuel elements of the bundle to support the fuel bundle
in the pressure tube, the tabs also comprising a material that is
substantially transparent to thermal radiation and does not
form a significant amount of hydrogen if exposed to high
temperature steam.

The support tab material need not be the same material as
that used for the cladding, but it would be convenient to use
the same material for both.

In one specific embodiment of the first aspect of the inven-
tion, there is provided a nuclear core comprising a plurality of
pressure tubes insulated by an insulator sleeve of fused silica
lined/coated with sapphire, each pressure tubes containing a
fuel bundle comprising a plurality of parallel fuel elements
each comprising fuel pellets in a sapphire cladding.

A coating of sapphire on the interior surface of the insulator
sleeve may be applied using one of several known methods,
including chemical vapour deposition and plasma deposition.

A sapphire liner may be produced by edge-defined film-fed
growth of part-cylindrical segments. Aluminium nitride
bonding may beused to join the cylindrical segments together
to form a tube. Fine-forming or grinding may be used to finish
the liner to obtain a desired smoothness.

In embodiments of either of the first and second aspects,
the fuel element may comprise fuel pellets in tubular cladding
closed at each end with end caps, in which case, the tubular
cladding and end caps may be made from the same said
material.

Although the fuel elements are particularly suited to use in
anuclear reactor core of the pressure tube type, they could be
used in other types of reactor, such as BWRs and PWRs.

Hence, according to a third aspect of the present invention,
there is provided a fuel element for use in a nuclear reactor
core in which a plurality of fuel elements are held together in
spaced relationship so as to permit the flow of coolant through
spaces in the bundle during normal operation, the fuel ele-
ment comprising a plurality of fuel pellets in a cladding of
material that has a melting temperature of at least 1900° C.
and does not form significant amounts of hydrogen if exposed
to high temperature steam.

In embodiments of either of the first and third aspects of the
invention, the cladding material may be substantially trans-
parent to thermal radiation at temperatures above a predeter-
mined temperature (about 1000° C.).

A suitable cladding material may have a thermal conduc-
tivity over the normal operating temperature range that is
greater than about 5 W/mK and low neutron absorption, at
least when compared with previously-known fuel claddings,
such as zircalloy 4 or stainless steel.

The cladding material also may have relatively high cor-
rosion resistance in irradiated supercritical water.

An especially suitable cladding material comprises sap-
phire. Single crystal sapphire may be preferred for some
applications. The sapphire may be an edge defined film fed
growth formation.

Fuel elements embodying this third aspect may be used in
pressure-tube or pressure-vessel reactors.

In embodiments of either of the first and third aspects, the
sapphire cladding material may comprise a material formed
by means of a high temperature fine forming method. End
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caps may be joined to respective ends of the cladding tube by
an aluminium oxy-nitride bond between respective juxta-
posed surfaces of the cladding and end caps. Methods of
making (finishing) sapphire cladding are disclosed and
claimed in the above mentioned in concurrently-filed patent
application Ser. No. 13/830,151.

BRIEF DESCRIPTION OF DRAWINGS

Various objects, features, aspects and advantages of the
present invention will become more apparent from the fol-
lowing detailed description of embodiments of the invention,
which description is provided by way of example only and to
be taken in conjunction with FIGS. 6 to 9, inclusive, of the
accompanying drawings.

FIG. 1 to 5, inclusive, illustrate prior art also to be
described herein. In the drawings, identical or corresponding
elements in the different Figures have the same reference
numeral.

FIG. 1A (Prior Art) is a perspective view of a fuel assembly
of a so-called boiling light water reactor (BWR);

FIG. 1B (Prior Art) is a perspective view of a fuel assembly
of a so-called pressurized light water reactor (PWR);

FIG. 2 (Prior Art) is a perspective view of a fuel bundle of
a so-called pressurized heavy water reactor (PHWR) com-
prising a bundle of fuel elements;

FIG. 3 (Prior Art) is a cross-sectional view of a fuel channel
comprising a bundle of fuel elements of the kind shown in
FIG. 2 enclosed within a pressure tube itself enclosed within
a surrounding tube and shows a thermal profile on a radial line
through the fuel elements, pressure tube and surrounding tube
under normal operating conditions;

FIG. 4 (Prior Art) is a cross-sectional view a fuel channel
similar to that shown in FIG. 3 but showing a damaged fuel
bundle and a thermal profile typical of severe accident con-
ditions; and

FIG. 5 (Prior Art) is a cross-sectional view of an alternative
fuel channel comprising a bundle of fuel elements surrounded
by a stainless-steel liner of a ceramic sleeve insulating a
pressure tube, the fuel bundle being shown damaged, and also
shown is an associated thermal profile under severe accident
conditions.

FIGS. 6 to 10, inclusive, now will be used in describing
embodiments of the present invention. Thus;

FIG. 6 is a perspective view of a bundle of fuel elements
embodying the present invention;

FIG. 7 is a cross-sectional view of one of the fuel elements
of the fuel bundle shown in FIG. 6;

FIG. 7A is a cross-sectional view taken on the line A-A of
FIG. 7,

FIG. 8 is a cross-sectional view of a bundle of fuel elements
of the kind shown in FIG. 6 enclosed within a pressure tube
having an internal insulator sleeve coated or lined with sap-
phire and shows a thermal profile on a radial line through the
fuel elements and internally-insulated pressure tube under
severe accident conditions;

FIG. 9 is a cross-sectional view of a fuel element embody-
ing the invention that is suitable for a fuel assembly of a PWR
or BWR;

FIG. 9A is a cross-sectional view taken on the line A-A of
FIG. 9; and

FIG. 10 is a cross-sectional view of a fuel bundle similar to
FIG. 8 but illustrating the thermal profile along the radial line
R when the fuel bundle is operating with supercritical water
coolant under full power conditions.

DESCRIPTION OF SPECIFIC EMBODIMENTS

FIG. 1A is a perspective illustration of a fuel assembly of a
boiling light water reactor (BWR). The fuel assembly 10
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comprises a plurality of fuel elements 12 assembled together
in a generally rectangular array which in use would normally
be vertical and held apart by a plurality of spacers 14 and held
together by a bottom-tie plate 16 and a top-tie plate 18.

FIG. 1B is a perspective illustration of a fuel assembly of a
pressurized light water reactor (PWR) and comprises a fuel
element assembly 10' comprising fuel elements 12, differing
somewhat from fuel elements 12 of FIG. 1A, held together by
central grids 20 in a vertical rectangular array captured at the
top by a top nozzle 22 and at the bottom by a bottom nozzle
24. The top nozzle 22 and bottom nozzle 24 are used to pass
pressurized light water past fuel elements 12'. The light water
then passes out to a separate cooling system and is recircu-
lated back into the fuel assembly.

Each of the fuel elements 12 and 12' shown in FIGS. 1A
and 1B, i.e. the kind used in a boiling light water reactor
(BWR) or a pressurized light water reactor (PWR), will typi-
cally be about several meters long, for example 4 meters,
which is why it needs to be supported by intermediate spacers
14 or grids 20.

Each of the fuel elements 12 and 12' of the fuel assemblies
shown in FIGS. 1A and 1B comprises a cladding tube housing
aplurality of cylindrical fuel pellets concatenated end-to-end.
The fuel cladding tube and the two end caps typically are
made of a zirconium alloy. The fuel pellets will typically
comprise uranium dioxide.

A fuel bundle of a pressurized heavy water reactor
(PHWR) will differ from the fuel assemblies of FIGS. 1A and
1B and now will be described with reference to FIGS. 2 and
3. Thus, the fuel bundle 26 comprises a cylindrical bundle of
fuel elements 28 held together by an end plate 30 at each end
(only one is shown). Each end plate 30 takes the form of an
open grid to allow coolant 40 (see FIG. 3) to flow through the
bundle of fuel elements 28. Usually, the coolant comprises
light or heavy water, which, in normal operation, is pressur-
ized. The outermost fuel elements of the fuel bundle 26 each
carry several bearing pads 32 welded to them which serve to
support the fuel bundle 26 within a pressure tube 36 (see FIG.
3). Each fuel element 28 may comprise uranium dioxide fuel
pellets contained in a zirconium-alloy cladding.

Whereas the fuel elements 12 and 12' of the BWR and
PWR shown in FIGS. 1A and 1B, respectively, typically will
be several meters long, for example 4 meters, ina PHWR fuel
bundle 26, the equivalent fuel elements 28 will be generally
shorter, for example, about 0.5 meters long, and usually a
somewhat larger diameter.

FIG. 3 shows, in cross-section, a fuel channel 34 compris-
ing the fuel bundle 26 housed in a pressure tube 36 which is
itself surrounded by a surrounding tube 38. The pressure tube
36 may comprise zirconium alloy and retains within it the
coolant 40. The interior diameter of the surrounding tube 38
is larger than the exterior diameter of the pressure tube 36 so
as to leave an annular cylindrical gas space 42 between them.
The annular cylindrical gas space 42 contains an insulating
gas, for example carbon dioxide, typically at about atmo-
spheric pressure. The surrounding tube 38, which typically is
made of zirconium alloy, is surrounded by heavy water mod-
erator 44. Typically, the heavy water moderator 44 will have
a significant volume, e.g. housed in arelatively large tank (not
shown) and, unlike the coolant 40 inside the pressure tube 36,
will not be under any significant pressure.

FIG. 3 also shows a thermal profile taken along a line
extending outwards non-linearly “dog-leg” from the center of
the fuel channel 34 and designated by the letter R. The ther-
mal profile corresponds to when the fuel channel 34 is
installed in a reactor operating normally at full power. The
thermal profile will now be described but it should be
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observed that the particular temperatures specified are for
illustration purposes only and not necessarily indicative of a
particular configuration of PHWR.

The thermal profile has on the x axis the distance from the
channel center line in centimeters and on the vertical axis the
temperature in degrees Celsius. The profile begins at a point
in the central fuel element 28 of the fuel bundle 26 and has
high points corresponding to the centers of the fuel pellets and
low points corresponding to locations in the coolant 40 inter-
mediate to the fuel elements/pellets. The peak fuel tempera-
ture as shown is 1540° C. and the coolant temperature varies
between 280° C. in the bulk of the coolant 40 and 300° C. next
to the fuel element 28. The temperature remains near 280° C.
in the coolant 40 through to the exterior of the pressure tube
36, shown as 5.2 centimeters from the center line. The tem-
perature begins to drop more rapidly and non-linearly across
the gas filled annular space 42. At the interior surface of the
surrounding tube 38, shown as 6.7 centimeters from the cen-
ter, the temperature drops to about 57° C. The temperature at
the outside of the surrounding tube 38 remains near 57° C.,
with a drop to 55° C. in the bulk of the moderator heavy water
44 surrounding the surrounding tube 38.

Referring now to FIG. 4, which shows the same fuel chan-
nel 34 as FIG. 3 but with a thermal profile under severe
accident conditions, the fuel pellets 46 are shown agglomer-
ating towards the lower part of the pressure tube 36 due to
partial or complete collapse of the fuel bundle 26 as a result of
oxidation and melting of zirconium alloy, i.e. which was
forming the cladding and end plates holding the pellets of the
fuel bundle 26 together.

The thermal profile shown in FIG. 4, once again taken
along a line from the centre of the fuel channel outwardly as
identified by line R, has a completely different distribution to
that shown in FIG. 3. As can be seen, the temperature across
the agglomeration of fuel pellets 46 ranges from about 1700°
C. at the outside to about 2300° C. at the center, which is well
above the normal operating temperatures shown on FIG. 3.

The fuel cladding temperatures are in excess 0of 1740° C. as
compared with between 300° C. and 350° C. in normal opera-
tion. These temperatures far exceed what is safe for zirconium
alloy, i.e. the material from which the cladding is made. More
particularly, at temperatures in excess of about 500° C., the
zirconium alloy will begin to deteriorate mechanically. More
importantly, at temperatures in excess of about 1200° C., it
will begin to oxidize in the presence of steam, generating
hydrogen and affecting or compromising the structural integ-
rity ofthe cladding. The cladding will melt, completely losing
its structural capability above 1850° C. The generation of the
hydrogen can itself lead to serious problems of explosion and
catastrophic failure in the presence of air. The hydrogen gen-
erated in the fuel channel may mix with air if it is released
through the pressure relief system or if there is a pressure
boundary failure that introduces air into the fuel channel or
connected systems. This hydrogen is a significant explosion
hazard if it mixes with the air in containment and achieves
flammable or explosive concentrations. A similar hydrogen
hazard exists with the PWR and BWR reactors.

For further information about the generation of hydrogen
during a severe accident involving a BWR reactor, the reader
is directed to data is that published by Sandia National Labo-
ratories (Report Number SAND2012-6173) in their assess-
ment of the Fukushima, Japan accident. For further informa-
tion about generation of hydrogen during a severe accident
involving either a PHWR reactor or a PWR reactor, the reader
is directed to data that assessed by S-Y Park and K-I Ahn
(Published in Nuclear Engineering and Technology) in their
comparative assessment of station black-out accidents for
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different reactor types. Also, A. Budu and D. Dupleac have
assessed additional PHWR hydrogen generation (UPB Sci-
ence Bulletin) from the oxidation of pressure tubes during
severe accidents.

It has been proposed to alter the thermal profile of a fuel
channel by providing insulating material between the coolant
and the pressure tube. More particularly, as disclosed by
Yetizir et al. (supra), there is disclosed a fuel channel com-
prising a fuel bundle surrounded by, in order, a stainless steel
liner tube 48, a porous ceramic insulator 50 and a pressure
tube 36'. The outside of the pressure tube 36' is in contact with
the relatively cold moderator fluid 44. The significance of the
porous ceramic insulator is that the temperature of the pres-
sure tube 36' is likely to remain close to the temperature of the
moderator regardless of the temperature of coolant or fuel.

Referring now to FIG. 5, which shows the Yetizir fuel
channel with a thermal profile under severe accident condi-
tions, as with the fuel channel shown in FIG. 4, the fuel pellets
46' are shown agglomerating in the lower part of the pressure
tube 36' due to collapse of the fuel bundle as a result of
oxidation and melting of its stainless steel endplates and
cladding. As shown in the thermal profile in FIG. 5, the fuel
temperatures from the center of the fuel channel outwards
along the line R, are in excess of 1900° C.; hence even higher
than the fuel temperatures in FIG. 4. The temperature drops
slightly from about 1900° C. on the outer surface of the fuel to
about 1600° C. at the location of the liner tube 48. This
exceeds the melting temperature of the stainless steel liner
tube 48, which will melt and relocate to the bottom of the fuel
channel. Moving outwards, the temperature drops by over
1000° C. to just under 350° C. at the inner surface of the
pressure tube 36'. The temperature then drops by nearly 300°
C. across the pressure tube to 57° C. on the outside surface of
the pressure tube. Finally, the temperature drops another 2° C.
between the outer surface of the pressure tube 36' and the bulk
of the heavy water moderator 44.

Embodiments of the present invention will now be
described with reference to FIG. 6 to FIG. 10, inclusive, with
reference numbers, in general, 100 greater than those used for
corresponding items in FIGS. 1 to 5.

Referring to FIG. 6, a fuel bundle 100 is similar to that
shown in FIG. 2 in that it comprises a bundle of fuel elements
102 connected together with/by a pair of end plates 104.
There are significant differences, however, in the construction
and materials. One difference is that there are no stainless
steel bearing pads (32 in FIG. 2); instead a plurality of part-
cylindrical tabs 106 are distributed around the outwardly-
facing surfaces of the outermost ones of the fuel elements
102. Each of these tabs 106 has a larger contact area than a
typical bearing pad 32 so that, in comparison, the contact
pressure would be reduced. The significance of this reduction
in contact pressure will be discussed further with reference to
FIG. 8. It should be noted that the tabs 106 are made of an inert
material that is substantially transparent to infrared radiation,
for example single crystal sapphire. Hence, the tabs 106 can
be envisioned as “windows” that are transparent to thermal
radiation.

Referring also to FIGS. 7 and 7A, each of the fuel elements
102 shown in FIG. 6 comprises a plurality of fuel pellets 108
concatenated in cladding 110 in the form of a tube closed at
each end by an end cap 112. The cladding 110 and end caps
112 also are made of an inert material that may be substan-
tially transparent to infrared radiation. It will be appreciated
that it would be convenient to use the same material for the
tabs 106, cladding 110 and end caps 112, especially single
crystal sapphire.
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Single crystal sapphire may be preferred because of one or
several of a range of properties. Examples include good ther-
mal radiation transmission characteristics, inertness to corro-
sion in irradiated high temperature (and even supercritical)
water, high melting temperature (greater than 2000° C.), low
neutron absorption (comparable to existing cladding materi-
als), desirable mechanical characteristics under neutron
radiation under a wide range of temperatures, thermal and
mechanical strain characteristics compatible with those of
uranium dioxide (fuel). Moreover, single crystal sapphire
does not deteriorate under prolonged irradiation, unlike poly-
crystalline sapphire which deteriorates mechanically due to
the anisotropic irradiation growth of the crystals.

As can be seen from FIG. 7A, which shows, magnified, a
cross-section through one of the fuel elements 102 of FIG. 7,
when the fuel element 102 first is manufactured, there is a
small difference in diameter between the interior of the clad-
ding 110 and the exterior of the fuel pellet 108, leaving an
annular cylindrical space 114 around the concatenated pellets
108. This space is filled with pressurized helium.

FIG. 8 shows, in cross-section, a fuel channel 116 com-
prising the fuel bundle 100 of FIG. 6 housed in an insulating
sleeve 118 inside a pressure tube 120. The insulating sleeve
118 insulates the coolant 122 from the pressure tube 120
whose temperature is close to that of the moderator 44. This is
in contrast to the use of an annular gap between the pressure
tube and surrounding tube as depicted in FIG. 3.

In the fuel channel 116 of FIG. 8 the insulator sleeve 118 is
made from a low thermal conductivity material that has
favourable transmission characteristics for thermal radiation
and has low neutron absorption cross-section. One suitable
such material is fused silica. Itis envisaged, however, that the
insulator sleeve material could be a low density matrix of
sapphire having low matrix thermal conductivity when
infused with water and high thermal radiation transmission.

The interior of the insulating sleeve 118 must tolerate slid-
ing of the fuel bundle 100 and exposure to the corrosive high
temperature irradiated coolant 122 flowing through the fuel
bundle 100, when in use. Accordingly, for better mechanical
and chemical performance, for example abrasion resistance
and corrosion resistance, the insulating sleeve 118 has a lining
or coating 124 of a mechanically durable inert material with
good thermal radiation transmission, such as sapphire.

While the abrasion-resistant liner or coating 124 on the
insulator sleeve 118 and the low contact pressure tabs 106 on
the fuel bundle 100 may be used independently of each other,
using both in combination may provide a highly reliable and
wear resistant configuration for the fuel channel.

The material used to make the pressure tube 120 is a mate-
rial of very high strength and low neutron absorption such as
a silicon carbide fiber-reinforced silicon carbide matrix. The
material may either have high emissivity, desirably greater
than 0.8, as does silicon carbide, or the internal surface of the
pressure tube may be coated with a high emissivity coating;
such a coating may comprise, for example, elemental carbon
embedded in glass and coated with sapphire.

Referring again to FIG. 8, configuration and composition
of the elements and materials results in an efficient thermal
radiation path from the fuel pellets 108 through the cladding
110, the lining 124 and insulator 118 to the interior surface of
the pressure tube 120, the exterior of which is, of course,
cooled by the heavy water moderator. This leads to a reduc-
tion in the peak temperature of the fuel and fuel cladding
under severe accident conditions.

The combination of getting the heat out of the fuel channel
efficiently, with the high temperature capability of sapphire
allows the fuel cladding to remain intact throughout a severe
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accident, thereby preventing the release of the hazardous
fission products in the fuel. The inert nature of sapphire in a
hot steam environment also avoids the generation of hazard-
ous hydrogen gas which could lead to an explosion.

The benefits of using, specifically, substantially infrared
transparent single crystal sapphire cladding and tabs, and
coated/lined fused silica insulator will be evident from the
FIG. 8 thermal profile along the “dog leg” radial line R
beginning at the center line of the fuel channel. Such a thermal
profile, that tracks heat generation and loss following reactor
shutdown, usually will be produced by complex calculations,
typically done by computer.

The thermal profile of FIG. 8 is for an extreme, perhaps
impractical, condition where there is an instantaneous and
complete loss of coolant at the time of reactor shutdown.
More practical scenarios, where some coolant persists shortly
after shutdown, such as might be provided by a passive emer-
gency coolant injection accumulator, may result in signifi-
cantly lower worst maximum cladding temperatures, say
about 1700° C. It will be seen that across the fuel elements
102 the temperature is in the range 0f 1200° C. 10 1970°C. i.e.
from the inside of the insulator sleeve 118 to the outside of the
centre most one of the fuel elements 102; a distance of
approximately 5 centimeters in practice.

In this case, the cladding 110 of the fuel elements com-
prises single crystal sapphire again which can tolerate tem-
peratures approaching 2000° C. Consequently, the cladding
110is less likely to fail and release hazardous fission products
produced within the fuel contained by the fuel cladding 110.
The fuel bundle 100 will not be damaged and will not collapse
in the manner depicted in FIGS. 4 and 5. It will also be seen
from the thermal profile in FIG. 8 that the temperature at the
innermost surface of the insulator 118 is around 850° C. but at
its exterior surface, i.e. in contact with the pressure tube 120
interior surface it has fallen to just under 100° C. This is less
than 45° C. degrees above the temperature of the moderator
44.

It should be noted that, at the more realistic worst case
cladding temperature of about 1700° C., sapphire retains
most of its structural strength and is unlikely to fail and
release hazardous fission products.

It can be appreciated that if the heat deposited in the mod-
erator from the fuel channel can be removed passively then
there is a fully passive means of indefinitely removing decay
heat from the fuel to the environment. Furthermore this pas-
sive means of removing heat will be operative without opera-
tor action and even after a LOCA accident.

It is envisaged that, since embodiments of the present
invention are capable of passively transferring decay heat to
the moderator during severe accident conditions, they could
be combined with a passive cooling system proposed by
Sun-Kyu Yang (Canadian Nuclear Society, 24” Nuclear
Simulation Symposium, Oct. 14-16, 2012) to provide passive
cooling of a Pressurized Heavy Water Reactor moderator by
using a flash driven natural circulation loop receiving cooling
from a passive emergency water system. When such a passive
moderator cooling system is combined with passive decay
heat removal from the fuel to the moderator, as disclosed
hereinbefore, it provides a completely passive means of
removing decay heat for what would other wise be a range of
severe accidents. These include total station blackout (SBO)
such as what was precipitated in a Boiling Water Reactor
(BWR) by the earthquake and Tsunami at Fukushima Japan
and Loss-of Coolant accidents (LOCA) leading to uncover-
ing of the reactor core such as what occurred at a Pressurized
Water Reactor (PWR) at Three Mile Island in the United
States.
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It should be appreciated that this combination of passive
cooling of the fuel channel with passive cooling of the mod-
erator may provide for continuous, even infinite passive cool-
ing of the reactor even under severe accident conditions.

Although the foregoing embodiments have been described
in the context of a pressurized heavy water reactor fuel
bundle, it should be appreciated that the benefits of no hydro-
gen production and higher fuel temperature tolerance will
also be attained by using a material that has a melting tem-
perature of at least 1900° C. and does not form significant
amounts of hydrogen if exposed to high temperature steam,
for example single crystal sapphire, to form the cladding of
the fuel rod in either the boiling water reactor BWR fuel
assembly or a pressurized light water reactor PWR fuel
assembly.

Referring to FIGS. 9 and 9A, the fuel element for a BWR
fuel assembly 126 comprises a plurality of fuel pellets 128
concatenated in cladding 130 in the form of a tube. The fuel
pellets 128 are held tightly together end to end by a spring 132
applying force to a spacer 134 in contact with the uppermost
fuel pellet. The cladding tube 130 is closed at each end by an
end cap 136. The cladding 130 and end caps 136 are made of
an inert material having a high temperature melting point. It
will be appreciated that it would be convenient to use the same
material for the cladding 130 and end caps 136, especially
single crystal sapphire.

As mentioned hereinbefore, single crystal sapphire may be
preferred because of one or several of a range of properties.

As can be seen from FIG. 9A, which shows, magnified, a
cross-section through one of the BWR fuel element 126 of
FIG. 9, when the fuel element 126 first is manufactured, there
is a small difference in diameter between the interior of the
cladding 130 and the exterior of the fuel pellet 128, leaving an
annular cylindrical space 138 around the concatenated pellets
128. This space is filled with pressurized helium.

It should be appreciated that a PWR fuel element can be
manufactured using similar materials to the BWR fuel rod
126 shown in FIGS. 9 and 9A, the principal differences being
the use of different fuel pellets and slightly different dimen-
sions of the fuel rod components.

The chemically inert nature of sapphire in a steam and
water environment will ensure that even if very high tempera-
tures are reached in a light water reactor no significant hydro-
gen will be generated from fuel cladding oxidation and the
risk of resulting damage and explosion from hydrogen can be
avoided by use of this fuel cladding system. It should be noted
that the invention is not limited to the specific embodiments or
described herein i.e., the boiling (light) water reactors and
pressurized light water reactors and pressurized heavy water
reactors, but rather could be applied to super critical varia-
tions of those reactors and especially the latter three.

FIG. 10 depicts the thermal profile across a fuel bundle
similar to that shown in FIG. 6 or 8 when used under super
critical full power operation. It will be seen from FIG. 9’s
thermal profile that the cladding 110 of the fuel element 102
has a temperature of about 800° C. which is in excess of the
temperature of which a zirconium alloy such as zircalloy-4
will function properly. It should also be noted that the tem-
perature at the middle of the fuel element 102 is 2200° C.
which is higher than the conventional PHWR fuel tempera-
ture in FIG. 3. This higher fuel temperature for the super
critical PHWR fuel results from the higher temperature of the
supercritical water coolant and the higher power densities that
may accompany supercritical water reactor operation. Opera-
tion of a reactor at the higher temperatures that are possible
with supercritical water results in higher thermal efficiency
and greater electrical output.
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At this point the construction and configuration of fuel
elements/rods embodying the present invention have been
described. However, the sapphire material used for the clad-
ding of the fuel elements and the fuel bundle parts is not easy
to produce. While grinding of single crystal sapphire to final
cladding and component dimensions may be possible, it may
not be economical and commercially viable at this time. Fine
forming methods and joining processes needed to transform
rough formed edge-defined film growth single crystal sap-
phire parts to finely dimensioned nuclear fuel components are
the subject of concurrently-filed patent application Ser. No.
13/830,151. Embodiments of such processes will now be
described herein.

As previously described, the fuel element 102 is illustrated
in FIG. 7. The sapphire components of the fuel element 102
are the cladding tubes 110 and the cladding end caps 112. The
sapphire components of the fuel assembly in FIG. 6 are the
endplates 104 and the tabs 106. These components are made
of single crystal sapphire using edge defined film fed growth
methods to produce roughed out and blank components. The
rough cladding tubes may have ridges, variability and rough-
ness that are unsuitable for use as is in fuel.

To eliminate the ridges, roughness and variability, the tubes
will be high temperature fine formed to produce a tube having
uniform internal diameter and uniform wall thickness. This
forming will make use of the high temperature creep proper-
ties of sapphire that result in it slowly deforming at tempera-
tures around 1700° C. to 2000° C. under sustained high pres-
sure or load. Either or both of two thermal forming processes
may be used, namely “thermal creep drawing” and/or “ther-
mal differential expansion moulding”.

Thermal creep drawing and thermal creep differential
expansion moulding methods disclosed herein differ from
conventional tube forming processes in that forming occurs at
very high temperatures and relies on the thermal creep prop-
erties of an otherwise non-ductile material, sapphire, to
achieve the desired part shape.

Thermal Creep Drawing

Thermal creep drawing may be used for fine forming the
cladding tubes 110.

Thus:

Step 1 is to heat the rough sapphire tube up to the creep
temperature of 1700° C. to 2000° C.

In step 2, the rough sapphire tube is then slowly drawn
and/or pushed through a plug and die set to reduce the ridging
on the inner and outer surfaces of the roughed tube.

In optional step 3 the tube is allowed to thermally soak at a
temperature slightly above the drawing temperature to relieve
any work hardening that may have occurred during the draw-
ing process.

In step 4, the tube from step 2 or optional step 3 is drawn or
pushed through another plug and die set having slightly
tighter internal external diameters to reduce the tube thick-
ness and further reduce ridging.

Steps 2, 3 (as appropriate) and 4 are repeated at succes-
sively tighter plug and die sizes until the desired cladding tube
finish and hot dimensions are achieved.

Step 5 is a final hot soak to remove any internal stresses
from the forming operation.

Step 6 is a slow cooling of the tube to room temperature
where its final dimensions and surface uniformity are con-
firmed by measurement.

The moulding of inner and outer surface may be inter-
spersed, but the last step would be moulding of the inner
surface.
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Thermal Creep Differential Moulding

Thermal creep differential expansion moulding requires a
mould that is made of a material that has a different coefficient
of expansion than sapphire and is non-wettable by sapphire.
The mould is sized and shaped to give the desired diameters
and surface uniformity of the cladding tube when heated to
the sapphire creep temperature range of 1700° C. to 2000° C.
The internal diameter dimension and surface uniformity are
the most critical to fuel element performance, so the exterior
of the rough cladding tube is moulded before the internal
diameter which therefore is the last step.

Step 1 is to place the rough sapphire tube in the external
diameter mould having a lower thermal coefficient of expan-
sion than sapphire, and slowly heat the tube mould assembly
to the creep temperature range.

Step 2 is to hold the assembly at the upper end of the creep
temperature range for a creep and soak period to allow creep
to progress and relieve the stresses from the compression of
the sapphire tube by the mould.

Step 3 is to slowly cool the assembly, allowing the sapphire
tube to shrink from the mould such that it can be withdrawn at
room temperature.

Steps 1, 2 and 3 can be repeated successively with tighter
dimension moulds until the cladding tube achieves the
desired outer diameter and surface uniformity.

Step 4 is to place the rough sapphire tube in the internal
diameter mould, having a higher thermal coefficient of heat-
ing than sapphire, and slowly heat the tube mould assembly to
the creep temperature range.

Step 5 is to hold the assembly at the upper end of the creep
temperature range for a creep and soak period to allow creep
to progress and relieve the stresses from the compression of
the sapphire tube by the mould.

Step 6 is to slowly cool the assembly, allowing the mould to
shrink from the sapphire tube such that is can be withdrawn at
room temperature.

Steps 4, 5 and 6 can be repeated with tighter dimension
moulds until the cladding tube achieves the desired inner
diameter and surface uniformity

As in the case of thermal creep drawing described above,
forming of the inner and outer surfaces may be interspersed,
but the final step will be forming of the inner surface.

The mould may be adapted to apply pressure to form the
inner surface or the outer surface of the sapphire, or both
surfaces at the same time.

The cladding tubes 110 are subject to the thermal fine
forming processes to obtain tight tolerances on the internal
diameter and wall thickness. The cladding end caps 112 may
be cut from bar stock of ground rods. The endplates 104 may
be cut from ground and polished blanks of sheet material. The
tabs 106 may be thermally fine formed and/or ground to
obtain a smooth bearing surface which, once the fuel assem-
bly is installed in a fuel channel, abuts the inner surface of the
fuel channel.

The method of assembly is the same for both of the fuel
elements shown in FIGS. 7 and 9, so the assembly will be
described using the reference numbers of that shown in FIG.
7.

The fuel elements 102 are assembled by inserting a row of
fuel pellets 108 into a cladding tube 110 that is heated to a
temperature that allows easy insertion. The pellets 108 are
positioned such that there is a controlled distance between the
last pellets in the row and the ends of the cladding tube 110.
The cladding tube 110 is allowed to cool such that its tem-
perature equalizes with the temperature of the fuel.

The end caps may each comprise a plug (not shown) that
inserts into the end of the cladding tube and a rim which has
the same diameter as the outer diameter of the cladding tube
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and abuts the respective end of the cladding tube. (Optionally
the end cap may comprise a plug without a rim, or even a flat
plate, though the latter is least preferred.) The surfaces of the
plugs and rims which will contact the cladding interior and
ends, respectively, are coated with a thin layer of aluminium
nitride. The end cap is cooled and/or the cladding tube (con-
taining the fuel pellets) is heated to facilitate the insertion of
the plugs of the end caps 112 into the cladding tubes 110
while maintaining a controlled gap between the last fuel pellet
and the inwardly-facing surface of the end cap 112. The
assembly then is allowed to cool or heat, as the case may be,
to ambient.

A localized infrared heat source, such as a laser, is used to
illuminate and heat the aluminium nitride preferentially until
its temperature exceeds the melting temperature of sapphire,
which then melts the abutting sapphire surfaces. The molten
aluminium nitride and sapphire mix forms an aluminium
oxy-nitride bond. The source of infrared heating is removed
and the bond is allowed to cool and solidify forming a solid
joint between the cladding tube and end cap. The resulting
assembly is a single fuel element 102.

The spacing between the fuel elements in a fuel bundle
assembly can be maintained by spacer pads attached to the
fuel element cladding tube 110. The spacer pads would be
made from edge defined film fed growth sapphire rod that is
cut to the required thickness of the spacer. The face of the
spacer that is to be attached to the cladding tube would be
coated with aluminium nitride. The spacer would be joined to
the cladding tube using the same infrared heating method as
used to join the end caps to the cladding tube.

A fuel bundle 100 is made by assembling the desired num-
ber and size of fuel elements 102 in a fixture that sets the fuel
bundle geometry.

End plates 104 which hold the bundle of fuel elements 102
are coated with aluminium nitride on one face and the end
plate is placed in the assembly fixture such that the aluminium
nitride coated face abuts each of the fuel element end caps. A
localized infrared heat source such as a laser is used to illu-
minate and heat each of the aluminium nitride coated end
plates at its interface with respective fuel element end caps.
The heating progresses until the aluminium nitride coated
surfaces of the end plate and contacting fuel element end cap
surface begin to melt. The molten aluminium nitride and
sapphire mix forms an aluminium oxy-nitride bond. The
source of infrared heating is removed and the bond is allowed
to cool and solidify forming a solid joint between the end
plate and fuel element end caps.

The last step in fuel bundle 100 assembly is to join the tabs
106 to the outer ring of elements 102. The tabs are made from
edge defined film fed growth sapphire grown in a cylindrical
shell segment form. The tabs are placed at intervals as illus-
trated in FIG. 6. The tabs are joined with the outer ring of fuel
elements using the infrared heating process described for
joining the end caps to the cladding tubes. The aluminium
nitride required for the infrared absorption and bond is
applied to the joint location on the outer elements. Once all of
the tabs have been attached, their respective outer surfaces are
ground and polished to produce a smooth and accurate outer
diameter profile for the bundle.

It is to be kept in mind that the foregoing descriptions of
specific embodiments and modifications thereto, and
attached Figures, are presented by way of example only and
should not be construed as limiting the inventive concept to
any particular physical configuration or process. It is to be
clearly understood that the scope of the present invention is
limited only by the appended claims.
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The invention claimed is:

1. A nuclear reactor core of the pressure tube kind in which
aplurality of pressure tubes extend through a tank containing,
in normal use, heavy water moderator, each of said plurality
of pressure tubes comprising:

a plurality of fuel elements held together in spaced rela-
tionship so as to permit the flow of coolant through
spaces between adjacent fuel elements during normal
operation, and

each of said fuel elements comprising a plurality of fuel
pellets in a cladding comprising sapphire.

2. A nuclear reactor core according to claim 1, wherein the
plurality of fuel elements form a bundle, said reactor core
further comprising a plurality of support tabs secured to an
outermost ring of the bundle of fuel elements to support the
bundle in the pressure tube, the tabs comprising sapphire.

3. A nuclear reactor core according to claim 1, wherein
each fuel element comprises fuel pellets in tubular cladding
closed at each end with end caps.

4. A nuclear reactor core according to claim 3, wherein the
tubular cladding and end caps are made of the same material.

5. A nuclear reactor core according to claim 4, wherein the
end caps are joined to respective ends of the cladding by an
aluminium oxy-nitride bond between respective juxtaposed
surfaces of the cladding and end caps.

6. A nuclear reactor core according to claim 1, wherein the
sapphire comprises single crystal sapphire.

7. The nuclear reactor core of claim 6 wherein the single
crystal sapphire comprises an edge defined film fed growth
formation.

8. The nuclear reactor core of claim 1 wherein each of said
plurality of pressure tubes comprises a protective insulator
sleeve comprising fused silica.

9. The nuclear reactor core according to claim 8, wherein
the insulator sleeve has an interior liner or coating of sapphire.

10. A nuclear reactor core in which a plurality of pressure
tubes extend through a tank containing, in normal use, heavy
water moderator, each of said plurality of pressure tubes
comprising: a plurality of fuel elements held together in
spaced relationship so as to permit the flow of coolant through
spaces between adjacent fuel elements during normal opera-
tion, and a protective insulator sleeve comprising fused silica,
the fuel elements comprising fuel pellets in a cladding com-
prising sapphire.

11. A nuclear reactor core according to claim 10, wherein
the insulator sleeve has an interior liner or coating comprising
sapphire.

12. A nuclear reactor core according to claim 10, wherein
the plurality of fuel elements form a bundle, said reactor core
further comprising a plurality of support tabs secured to an
outermost ring of the bundle of fuel elements to support the
bundle in the pressure tube, the tabs comprising sapphire.

13. A nuclear reactor core according to claim 10, wherein
the cladding is tubular and is closed at each end with end caps.

14. A nuclear reactor core according to claim 13, wherein
the tubular cladding and end caps are made of the same
material.

15. A nuclear reactor core according to claim 14, wherein
the end caps are joined to respective ends of the cladding by
an aluminium oxy-nitride bond between respective juxta-
posed surfaces of the cladding and end caps.

16. A nuclear reactor core according to claim 15, wherein
the sapphire comprises single crystal sapphire.

17. The nuclear reactor core of claim 16 wherein the single
crystal sapphire comprises an edge defined film fed growth
formation.
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18. A fuel element for use in a nuclear reactor core in which
a plurality of fuel elements are held together in spaced rela-
tionship so as to permit the flow of coolant through spaces
between said plurality of fuel elements during normal opera-
tion, the fuel element comprising a plurality of fuel pellets in
a cladding comprising sapphire.

19. A fuel element according to claim 18, wherein the
cladding comprises tubular cladding closed at each end with
end caps.

20. A fuel element according to claim 19, wherein the
tubular cladding and end caps are made of the same said
material.

21. A fuel element according to claim 20, wherein the end
caps are joined to respective ends of the cladding by an
aluminium oxy-nitride bond between respective juxtaposed
surfaces of the cladding and end caps.

22. A fuel element according to claim 18, wherein the
cladding material comprises single crystal sapphire.

23. The fuel element according to claim 22, wherein the
single crystal sapphire of the cladding comprises an edge
defined film fed growth formation.
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